Applicant: Balintetal. 
Application No.: 10/506,852 
Art Unit: 1791 



In the Claims: 



Please amend the claims as follows: 



1. (Currently amended) 



A process for making an injection molded part b e ing mad e 



of diff e r e nt mat e rials comprising the stops of: 

a) providing using a press^ and a mold with a cavity block, a ad -a moveable 

cor e block , a parting lin e defined at a junction between the cavity block and the moveable core 
block , at least one i njection nozzle[[s]], a mov e abl e stationary inner insert and at least one spacer 
mechanism that is moveable relative to the corelT:]] . wherein the cavity block and the moveable 
core block are moveable relative to the stationary inner insert, comprising: 

ba) maintaining closing the parting line of th e mold closed until said part is 
compl e t e between the cavity block and the moveable core block : 

eb) setting said -at least one spacer mechanism to a first shot position to locate 
the cavity block and the m oveable core block to a first shot position relative to the stationary 




dc) closing said mol dt he press to a first shot positio n to set a prodot e rminod 

shut h e ight ; 

ed) applying clamp tonnage to the pressm eld: 

fe) injecting a plastic of at least one typo first quantity of material to create a 
first pm tportion of the injection molded part while keeping the parting line closed : 



feg) opening the press to a predetermined position while maintaining a 
dese &eeping the parting lin e closed : 

ih) setting said -at least one spacer mechanism to a second shot position to 
secure the cavity block and moveable core block in a second shot position relative to the 
stationary inner insert, while keeping the parting line closed : 




gf) releasing the clamp tonnag e while keeping 
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ji) closing press to a second shot position while keeping the parting line 



reapplying the clamp tonnag e to the p 



I the parting line 



closed : 

k) [[I]]injecting plastic of anoth e r typ ea second quantity of material to create 
a second pw feportion of the injection molded part while keeping the parting line close : and 

1) opening the pres s and the parting line and ejecting the completed injection 

molded p art. 

2. (Currently amended) The process as claimed in claim 1 , wh e r e in the inner 
ins ^further comprising positioning the moveable core is locatabl e b e tw ee n to first and second 
positions and other positions relative to the stationary inner insert to create multiple colors or 
material portions of the injection molded p art[[s]]. 

3. (Currently amended) The process as claimed in claim 1 , further comprising Sie 
st^-ef-controUing a cycle tim e of the proces s to e nhanc e bonding of th e mat e rials b e ing molded . 

4. (Canceled) 

5. (Currently amended) The process as claimed in claim 1, fiirther comprising the 
st e p of application placing at least one of part inserts of metal or fil m into a cavity between the 
cavity block and the moveable core block before closing the parting line . 

6. (Currently amended) The process as claimed in claim 1, wherein the completed 
injection molded part has at least two different colors. 

7. (Currently amended) The process as claimed in claim 1 , wherein the completed 
injection molded p art has at least two different materials. 

8. (Currently amended) The process as claimed in claim 1, wherein the first and 
second pate -portions of the injection molded part are joined at an interface. 
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9. (Currently amended) The process as claimed in claim 1, wherein the first and 
second pafts -portions of the injection molded part are overlaid. 

10. (Currently amended) The process as claimed in claim 1 , wherein said -at least one 
of the at least one spacer mechanism sets fee -a size of a g ap for that shot wall thickness for each 
of a first and second shot wall thickness. 

1 1 . (Currently amended) The process as claimed in claim 1 , wherein the process 
utilizes four spacer mechanism s usable to mov e th e inn e r insert to position the moveable core in 
a desired positio n relative to the stationarv inner insert . 

12. (Currently amended) A method for making an multi mat e rial injection molded 

a) providin g using a mold with a cavit y block , a moveable core block, a 

parting lin e defined between the cavitv block and the moveable core block , at least one injection 
nozzle[[s]], a mov e abl e stationarv inner inser t movabl e r e lativ e to a cor e , and a set of spacere 
mechanisms for moving th e inn e r insert: usable to position the moveable core relative to the 
stationarv inner insert, comprising: 

a) applying clamp tonnage to a mold; 

b) injecting a first quantitv of material into the mold; 

c) releasing the clamp tonnage from the mold while keeping the parting line 

closed: 

ed) advancing the set of spacers m e chanisms to s e t th e inn e r ins e rt to to 
position the moveable core in a second shot position relative to the stationarv inner insert while 
keeping the parting line of th e mold closed; and 

e) reapplying the clamp tonnage to the mold while keeping the parting line 

closed: and 

4f) injecting a second quantitv of m aterial into the mold. 
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1 3 . (Currently amended) The method for making an multi - material injection molded 
part as claimed in claim 12, wherein the set of spacers m e chanism sets at least one position that 
th e mold a press can be closed to. 

1 4. (Currently amended) The method for making an multi - mat e rial injection molded 
part as claimed in claim 12, furth e r comprising the st e ps o f wherein advancing the set of spacers 
comprises : 

a) closing th e mold to th e first shot platen position which adjusts the shut 

b) applying tonnag e to th e mold; 

e) r e l e asing clamp tonnage aft e r creating a first part; 

d) opening plat e n to a pr e d e t e rmin e d position while maintaining a closed 

parting lin e ; 

e) setting the set of spacers m e chanisms to a position that results in a relative 

change of position between th e stationary inner insert and the first s e t po rt quantitv of material 
injected into the mold while maintaining a clos e d keeping the parting linePf:] ] closed. 
f) closing mold to a s e cond shot position; 

g) applying tonnag e to the mold; 

fe) op e ning th e mold and e j e cting a compl e t e d part aft e r injecting th e s e cond 

1 5. (Currently amended) A process of manufacturing a door panel having at least 
two different color e d pan e ls comprising of th e st e ps of: 

a) providin g portions using a mol d having a cavity block, a stationary inner 

insert and a moveable core block, and a parting line between the cavity block and the moveable 
core block, at least one injection nozzle[[s]], a mov e abl e inn e r ins e rt and a spacer mechanism 
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that is moveable relative to a -the moveable core of the mold while maintaining a parting line of 
the mold closed until the process is completerrO I. comprising of the steps of: 

ha) setting the spacer mechanism to a first shot position which rooults i n such 
that the moveable inner ins e rt core block b e ing set to i s located at a first shot positio n relative to 
the stationary inner insert : 

eb) closing the parting line of the mol d to th e first shot position ; 

dc) applying clamp tonnage to the mold; 

ed) injecting plastic of at least one tvp o a first quantity of material while 
maintaining the parting line of the mold closed to create a first paft -portion of the door panel; 

fe) releasing the clamp tonnag e while maintaining the parting line of the mold 

closed; 

^ op e ning mold to a pred e t e rmin e d position whil e maintaining a closed 

parting lin e ; 

hf) setting the spacer mechanism to a second shot pktm-positio n such that the 
moveable core block is located at a second shot position relative to the stationary iimer insert 
while maintaining the parting line of the mold closed : 

i) closing mold; 

ig) reapplying tiie.clamp tonnage to the mol d while maintaining the parting 
line of the mold closed : 

injecting plastic of anoth e r tvp e a second quantity of material while 
maintaining the parting line of the mold closed t o create subsequent s e ctions p ortions of the door 
panel; and 

li) opening the parting line of the mold and ejec ting the door panel. 
1 6. (Currently amended) The process as claimed in claim 1 5^ wherein the first 
quantity of m aterial[[s]] and the second quantity of material h ave Ordifferent durometer rating. 
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1 7. (Currently amended) The process of claim 1 5^ wherein the first quantity of 
material[[s]] are-e fand the second quantity of material have different colore. 

1 8. (Currently amended) The process of claim 1 5» wherein th e mat e rials ar eat least 
one of the first quantity of material and the second quantity of material is comprised of soft-touch 
material. 

1 9. (Currently amended) A process of manufacturing an injection molded part b e ing 
made of diff e rent mat e rials, comprising th e st e ps of: 

a) providing u sing a mold ^^gfe -having a cavit y block, a stationary inner insert 

and a moveable core block, wherein the moveable core block is moveable relative to the 
stationary inner insert, and the cavity block and the moveable core block define a cavity of the 
mold with a parting line between the cavity block and the moveable core block , at least two 
injection nozzles , a mov e abl e inn e r ins e rt and a set of spacer mechanisms that is-are moveable 
relative to the moveable core block while keeping a parting line of the mold closed until the 
process is completed[[:]] . the process comprising: 

ba) inj ecting into the cavity material forming a first portion of a -the injection 
molded part wife -while the set of spacer mechanisms are located in a first positio n such that the 
moveable core is located at a first position relative to the stationary inner insert and while 
keeping the parting line of the mold closed : 

eb) while keeping the parting line of the mold closed, removing a clamp 
tonnage, opening a pres s, the press comprising an upper clamp plate and a lower clamp plate, to a 
predetermined positio n, dumping damp tonnag e , and re-locating the set of spacer mechanisms to 
a second positio n, such that the moveable core is located at a second position relative to the 
stationary inner insert : 

d) maintaining th e parting lin e clos e d; 
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c) reapplying the clamp tonnage while keeping the parting line of the mold 

closed: 

ed) inj ecting into the cavity material forming a subsequent portion of the 
injection molded p a rt while keeping the parting line of the mold closed : and 

f) opening the parting line of the m old and ejecting the injection molded p art 

from the mold. 

20. (Currently amended) The process as claimed in claim 19, further comprising 
springs for b iasing the moveable core block away from the set of spacers to maintain the parting 
line of the mold closed. 

2 1 . (Currently amended) The process as claimed in claim 4920, wherein m e ans for 
biasing the moveable core block maintains th e parting lin e clos e d comprises applying a spring 
force from at least one spring against the moveable core block . 

22. (Currently amended) A process for making an injection molded part comprising 
th e steps of: 

a) providing using a mold, the mold including a moveable mold core mA 

defining a cavit y and having a parting line between multiple parts , a stationary mold insert_at 
partially within the cavit y , material to be inj e cted and a press[[:]] , the process comprising: 

ha) moving the ins e rt relativ e to th emoveable mold core to a first position 
relative to the stationary mold insert to provide room within the cavity for injecting a first 
quantity of m aterial into the cavity : 

b) closing the parting line of the mold: 

c) applying a clamp tonnage to the mold while maintaining the parting hne of 

the mold closed: 

ed) injecting arthe first quantity of m ateria l into the cavity while maintaining 
the parting line of the mold closed : 
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e) releasing the clamp tonnage while maintaining the parting line of the mold 

closed: 

df) moving the ins e rt relativ e to th e cavitv m oveable mold core relative to the 
stationary mold insert to a second position to provide additional room vyithin the cavity for 
injecting a second quantity of material while maintaining the parting line of the mold closed; and 

g) reapplying the clamp tonnage while maintaining the parting line of the 

mold closed: and 

ge) injecting arthe secon d quantity of mateiia l into the cavity while 
maintaining the parting line of the mold closed . 

23. (Canceled) 

24. (Currently amended) The process as claimed in claim 22, wherein th e st e p of 
moving the insef tmoveable mold core is accomplish e d by c omprises moving an injection press 
plate n supporting the moveable mold core . 

25. (Currently amended) The process as claimed in claim 22, wherein th e st e p of 
moving the im ^moveable mold core is done by th e pr e ss not b y performed without using 
wedges integral to the mold. 

26. (Currently amended) The process as claimed in claim 22, wherein th e multiple 
parts of the moveable mold core stays are in physical contact with th e cavit v each other during 
the molding process to maintain the parting line closed. 

27. (Currently amended) The process as claimed in claim 22, further comprising 
springs b iasing a -the multiple parts of the moveable mold core toward each other to maintain fe f 
maintaining the parting line shu ^closed during the process. 

28. (Currently amended) The process as claimed in claim 22, further comprising #ie 
step of shifting th e ins e r tm oving the moveable core to anoth e r a further position relative to the 
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stationary mold insert and molding i njecting an additional quantity of m aterial[[s]] while 
maintaining the parting line of the mold closed . 

29. (Currently amended) A meld -svstem for making a plastic a n injection molded 

a pair of clamp plates; 

a moveable core bloc k position e d adjacent to on e of th e clamp plat e s ; 
a moving spacer mechanism retain e r plat e for holding spac e rs in plac e ; 
a moveable cavitv block positio nablee d adjacent to the moveable core bloc k, the 
moveable cavity block contacting the moveable core block at a parting line : 

a[[n]] stationary inner-insert m e chanism ass e mbly p ositioned at least partially 
within the moveable core bloc k, the inner ' ins e rt including r e tain e r pins, r e tain e r slides and slid e 

a spacer mechanism retainer plate: 

a spacer mechanism for s e tting th e m oveable relative to the spacer mechanism 
retainer plate and usable to maintain the position of the moveable core block relative to the 
stationary inner-inse rt m e chanism : 

at least one hydraulic cylinder for moving the spacer mechanis m while a clamp 
tonnage is not appUed to the mold : 

a set of pMdM-members located on an upper side of the cavity block; 

a manifold retainer plate located adjacent the pai^lel-members; 

an ejector retainer plate and an ejector plate located on an underside of the 
manifold retainer plate; 

a first shot manifold assembly disposed within the manifold plate; 

a second shot manifold assembly disposed within the manifold plate; and 

ejector cylinders fixed to the manifold retainer plate. 
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30. (New) The method of making an injection molded part as claimed in claim 12, 
wherein applying and reapplying the clamp tonnage to the mold each comprises closing a press 
against the mold and applying the clamp tonnage to the mold using the press, the method further 
comprising: 

g) before a) applying the clamp tonnage to the mold; positioning the 
moveable core block of the mold to a first shot position and closing the parting line of the mold; 

h) after c) releasing the clamp tonnage from the mold; opening the press to a 
predetermined position while keeping the parting line of the mold closed; 

i) before e) reapplying the clamp tonnage to the mold; positioning the 
moveable core of the mold to a second shot position while keeping the parting line of the mold 
closed; and 

j) after f) injecting the second quantity of material into the mold; opening the 
parting line of the mold and ejecting a completed part. 
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